This Page Is Inserted by IFW Operations 
and is not a part of the Official Record 



BEST AVAILABLE IMAGES 

Defective images within this document are accurate representations of 
the original documents submitted by the applicant. 

Defects in the images may include (but are not limited to): 

• BLACK BORDERS 

• TEXT CUT OFF AT TOP, BOTTOM OR SIDES 

• FADED TEXT 

• ILLEGIBLE TEXT 

• SKEWED/SLANTED IMAGES 

• COLORED PHOTOS 

• BLACK OR VERY BLACK AND WHITE DARK PHOTOS 

• GRAY SCALE DOCUMENTS 

IMAGES ARE BEST AVAILABLE COPY. 



As rescanning documents will not correct images, 
please do not report the images to the 
Image Problem Mailbox. 



EP 484 533 



Page 1 of 21 



I9IIII11IH11111IIIII11II 

© Publication number: 0 484 533 B1 

© EUROPEAN PATENT SPECIFICATION 

© Date of publication of patent specification: 25.01.95 © Int. CIA C23C 4/12, B05B 7/14 

@ Application number: 91902279.8 

@ Date of filing: 19.05.90 

® International application number: 
PCT/SU90/00126 

© International publication number: 
WO 91/19016 (12.12.91 91/28) 




Europaisch s Patentamt 
Eur p an Patent Office 
Office europ€en des brevets 



© METHOD AND DEVICE FOR COATING. 



@ Date of publication of application: 
13.05.92 Bulletin 92/20 

© Publication of the grant of the patent: 
25.01.95 Bulletin 95/04 

© Designated Contracting States: 
DE FR 



ffl 

CO 
CO 

in 



00 



Q. 
UJ 



References cited: 
EP-A- 0 261 973 
DE-A- 3 407 871 
GB-A- 946 522 
US-A- 4 815 414 



WO-A-88/04202 
DE-A- 3 638 942 
US-A- 4 808 042 



KHASUI A.: "Tekhnika napylenia", 1976, 
Mashinostroenie (Moscow), pp. 16, 18 

USOV L.N. et al.: "Prlmenenie plazmy diya 
poluchenia vysokotemperaturnykh pokryty", 
1965, Nauka (Moscow), pp. 17, 18, 59-61 

KRPYAK R.: "Matallizatsia raspyleniem", 
1956, Profizdat, p. 86 



© Proprietor: Papyrin, Anatoly Nikiforovich 
ulitsa Vyazemskaya, 2, kv. 72 
Novosibirsk (RU) 

@ Inventor: ALKHIMOV, Anatoly Pavlovich 
ul. M.Dzhalilya, 1-1 
Novosibirsk, 630055 (SU) 
Inventor: PAPYRIN, Anatoly Nikiforovich 
ul. Vyazemskogo, 2-72 
Novosibirsk, 630117 (SU) 
Inventor: KOSAREV, Vladimir Fedorovich 
ul. Polevaya, 11-29 
Novosibirsk, 630117 (SU) 
Inventor: NESTEROVICH, Nikolai Ivanovich 
ul. Rossiiskaya, 14-66 
Novosibirsk, 630055 (SU) 
Inventor: SHUSHPANOV, Mikhail Mikhailovich 
ul. Uchenykh, 7-24 
Novosibirsk, 630072 (SU) 



Note: Within nine months from the publication of the mention of the grant of the European patent, any person 
may give notice to the European Patent Office of opposition to the European patent granted. Notice of opposition 
shall be filed in a written reasoned statement. It shall not be deemed to have been filed until the opposition fee 
has been paid (Art. 99(1 ) European patent convention). 



Rank Xerox (UK) Business Services 

13.10/3.09/3.3.3) 



EP 484 533 



Pa g e 2 of 21 



EP 0 484 533 B1 





© Representative: Lehn, W rner, Dipl.-lng. et al 




Hoffmann, Eitle & Partner, 




Patentanwalte, 




Postfach 81 04 20 




D-81904 Munchen (DE) 



2 



EP 484 533 



Pa g e 3 of 21 



EP 0 484 533 B1 



Descripti n 

Technical Field 

5 The invention relates to the metallurgy, and more specifically, it deals with method and apparatus for 
applying a coating. 

Background Art 

w Protection of structures, equipment, machines, and mechanisms made of ferrous metals against 
corrosion and action by aggressive media, enhancement of technical characteristics of materials, including 
the preparation of materials with expected properties, and development of resource-saving manufacturing 
processes is an important scientific, technological and practical problems. 

These problems can be solved by using various methods, including deposition of powder coatings and, 

75 among others, with the use of most popular gas flame-spray, electric arc, explosive, and plasma methods. 

The gas flame-spray method is based on the use of gas combustion products at 1000 to 3000 °C, and 
creation of a flow of such gases in which particles of the powder being applied are fused. A velocity of 50 to 
100 m/s is imparted to particles of the powder, and the surface is treated with the gas and powder flow 
containing the fused particles. This treatment results in a coating being formed. Low values of velocity and 

20 temperature of the applied particles substantially limit application of this method. 

The explosive method is partly free of these disadvantages. With this method, energy of detonating 
gases at 2000 to 3500 ° C is used so as to substantially increase the velocity of the particles up to 400 to 
700 m/s and their temperature, up to 2000 to 3500 'C to ensure application of coatings with powders of 
metals, alloys, and insulating materials. This method is very disadvantageous in a low productivity because 

25 of the pulsed character of deposition: the resulting shock wave and a gas flow accompanying it cause a 
high level of a thermal and dynamic action upon the product and high level of acoustic noise which restricts 
application of this method. 

The most promising is a method of plasma deposition wherein a powder coating is applied to a product 
surface with a high-temperature gas jet (5000 to 30000 ■ C). 

30 Known in the art is a method for applying coatings to the surface of a product made of a material 
selected from the group consisting of metals, alloys, and insulating materials, comprising introducing into a 
gas flow a powder of a material selected from the group consisting of metals, alloys, their mechanical 
mixtures or insulating materials for forming a gas and powder mixture which is directed towards the surface 
of a product (in the book by V.V. Kudinov, V.M. Ivanov. Nanesenie Plazmoi Tugoplavkikh Pokryty 

35 /Application of Refractory Coatings with Plasma/. Mashinostroenie Publishing House, Moscow. 1981, pp. 9 
to 14). 

The prior art method is characterized in that powder particles of a size from 40 to 100 um are 
. introduced into a high-temperature gas flow (5000 to 30000 • C) in the form of a plasma jet. Powder particles 
are heated to the melting point or above that point, accelerated with the gas flow of the plasma jet and 
40 directed at the surface being coated. Upon impingement, particles of the powder interact with the surface of 
the product so as to form a coating. In the prior art method, powder particles are accelerated by the high- 
temperature plasma jet and are transferred, in the molten state, to the product being coated; as a result, the 
high-temperature jet runs into the product to exert a thermal and dynamic action upon its surface, i.e., to 
cause local heating, oxidation and thermal deformations. Thus, thin-walled products are heated up to 
45 550 • C, they are oxidized and warped, and the coating peels off. 

The high-temperature jet running into the product surface intensifies chemical and thermal processes, 
causes phase transformations and appearance of over-saturated and non-stoichiometric structures, hence, 
results in the materia! structure being changed. In addition, a high level of thermal exposure of the coating 
results in hardening of heated melts and gas release during solidification which causes formation of a large 
so porosity and appearance of microcracks, i.e., impairs technical characteristics of the coating. 

It is known that, with an increase in temperature of plasma jet, plasma density in comparison with gas 
density under normal conditions linearly decreases, i.e., at 10000'C, density of the jet becomes scores of 
times lower which results in a respective decrease in the coefficient of drag. As a result, with an escape 
velocity of the plasma jet of 1000 to 2000 m/s (which is about equal to, or slightly below then, the sonic 
55 velocity), the particles are accelerated up to 50 to 200 m/s (even up to 350 m/s at best), i.e., the process of 
acceleration is not efficient enough. 

Heating, melting, and overheating of particles of the powder in the plasma jet is known to be enhanced 
with a decrease in the particle size. As a result, fine fractions of powder of a size from 1 to 10 um are 
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heated to a temperature abov the melting point, and their material intensively evaporates. For this reason, 
plasma deposition of particles of a size below 20 to 40 um is very difficult, and particles of a size from 40 
to 100 um are normally used for this purpose. 

It should be also noted that the prior art method makes use of plasma jets of energy-consuming 

5 diatomic gases which call for application of high power resulting in stringent requirements being imposed 
upon structure of apparatuses. Limitations of application of the method for application of coatings to small- 
size objects are thus very strict and can only be eliminated by complete removal of the applied energy by 
means of cooling or by providing a dynamic vacuum, i.e., by evacuation of high-temperature gases which 
requires high power consumption. 

10 Therefore, the prior art method has the following disadvantages: high level of thermal and dynamic 
exposure of the surface being coated; substantial changes in properties of the material being applied during 
the coating application, such as electrical conductance, heat conductance, and the like; changes in the 
structure of the material through phase transformations and appearance of oversaturated structures as a 
result of the chemical and thermal exposure to the plasma jet and hardening of overheated melts; 

75 ineffective acceleration of powder particles in view of a low density of plasma; intensive evaporation of fine 
powder fractions of a size from 1 to 10 um; stringent requirements imposed upon structure of apparatuses 
in view of high-temperature processes of the prior art method. 

Known in the art is an apparatus for carrying out the prior art method for applying coatings to the 
surface of a product, comprising a metering feeder having a casing incorporating a hopper for a powder 

20 communicating with a means for metering the powder in the form of a drum having depressions in its 
cylindrical periphery, and a mixing chamber communicating therewith, and a nozzle for accelerating powder 
particles communicating with the mixing chamber, a source of compressed gas, and a means connected 
thereto for supplying compressed gas to the mixing chamber (in the book by V.V.Kudinov, V.M. Ivanov, 
Nanesenie Plasmoi Tugoplavkikh Pokryty /Application of Refractory Coatings with Plasma/. Mashinostroenie 

25 Publishing House, Moscow. 1981, pp. 20 to 21, Fig. 11; p. 26, Fig. 13). 

The prior art apparatus is characterized by having a plasma sprayer (plasmotron), comprising a 
cylindrical (subsonic) nozzle having passages for supplying plasma-forming gas and water for cooling 
thermally stressed components of the plasma sprayer (namely, of the nozzle) in which refractory materials 
are used. Powder particles are introduced from the metering feeder at the edge of the nozzle. 

30 Since energy for forming plasma jet is applied in the form of an arc in the passage of the plasmotron 
nozzle, the nozzle is subjected to an intensive electric erosion and high-temperature exposure. As a result, 
a rapid erosion wear of the nozzle occurs, and service life of the nozzle is 15 to 20 hours. With a 
complicated structure and use of refractory materials and water cooling service life can be prolonged to 100 
hours. 

35 The introduction of the particles at the edge of the nozzle and erosion of the inner duct of the nozzle 
lower efficiency of acceleration of the powder particles. Thus, in combination with a low density of plasma, 
the prior art apparatus ensures a velocity of powder particles of up to 300 m/s with a gas escape velocity of 
up to 1000 m/s. 

As a result of the powder getting into the space between moving parts of the metering feeder (e.g., 
40 between the drum and casing), the drum can be jammed. 

Therefore, the prior art apparatus has the following disadvantages: short service life which is mainly 
determined by service life of the nozzle of 15 to 100 hours and which is associated with high density of 
thermal flux in the direction towards the plasmotron nozzle and erosion of the electrodes so that expensive, 
refractory, and erosion-resistant materials should be used; inefficient acceleration of the deposited particles 
45 because the nozzle shape is not optimum and is subjected to changes as a result of electrical erosion of 
the inner duct; unreliable operation of the metering feeder of the drum type which is caused by the powder 
getting into the space between the moving parts to result in their jamming. 

Disclosure of the Invention 

50 

The invention is based on the problem of providing a method and apparatus for applying a coating to 
the surface of a product which allow the level of thermal and dynamic and thermal and chemical action 
upon the surface being coated and upon powder particles to be substantially lowered and initial structure of 
the powder material to be substantially preserved, without phase transformations, appearance of over- 
55 saturated structures, and hardening during application and formation of coatings, efficiency of acceleration 
of powder particles being applied to be enhanced, evaporation of fine fractions of the powder with a particle 
size from 1 to 10 um to be eliminated, lower level of thermal and erosion exposure of components of the 
apparatus to be ensured, with a service life of the apparatus being prolonged up to 1000 hours without the 
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use of expensive, refractory, and erosion-resistant materials, with an improvement of operation of the duct in 
which powder particles are accelerated and with enhanced reliability of the metering feeder in operation 
even in metering fine powder fractions. 

The problem set forth is accomplished by providing a method for applying a coating to the surface of a 

5 product made of a material selected from the group consisting of metals, alloys, and insulating materials, 
comprising introducing into a gas flow a powder of a material selected from the group consisting of metals, 
alloys, their mechanical mixtures or insulating materials for forming a gas and powder mixture which is 
directed towards the surface of a product, wherein, according to the invention, the powder used has a 
particle size from 1 to 50 um in an amount ensuring flow rate density of the particles between about 0.05 

10 and about 17 g/s cm 2 , a supersonic velocity being imparted to the gas flow, and a supersonic jet of a 
predetermined profile being formed which ensures a velocity of powder in the gas and powder mixture from 
300 to 1200 m/s. 

Owing to the fact that the powder is used with a particle size from 1 to 50 um, denser coatings can be 
produced, filling of the coating layer and its continuity are improved, the volume of microvoids decreases, 
75 and structure of the coating becomes more uniform, i.e., its corrosion resistance, hardness, and strength are 
enhanced. 

A density of flow rate of the particles between about 0.05 and about 17 g/s cm 2 increases the degree of 
utilization of the particles, hence, productivity of coating application. With a flow rate of particles below 0.05 
g/s cm 2 , the degree of utilization is close to zero, and with the degree of utilization above 17 g/s cm 2 , the 

20 process becomes economically ineffective. 

The formation of the supersonic jet ensures acceleration of the powder in the gas stream and lowers 
temperature of the gas flow owing to gas expansion upon its supersonic escape. The formation of the 
supersonic jet of a predetermined profile with a high density and at low temperature, owing to an increase 
in the coefficient of drag of the particles with an increase in gas density and a decrease in temperature, 

25 ensures a more efficient acceleration of powder particles and a decrease in thickness of the compressed 
gas layer in front of the product being coated, hence, a lower decrease in velocity of the particles in the 
compressed gas layer, a decrease in the level of thermal and dynamic and thermal and chemical exposure 
of the surface being coated and particles of the powder being applied, elimination of evaporation of particles 
of a size from 1 to 10 um, preservation of the initial structure of the powder material and elimination of 

30 hardening of the coating and thermal erosion of components of the apparatus. 

Imparting an acceleration to the gas and powder mixture to a velocity of from 300 to 1200 m/s ensures 
high level of kinetic energy of the powder particles which upon impingement of the particles against the 
surface of a product is transformed into plastic deformation of the particles and results in a bond being 
formed between them and the product. 

35 Therefore, the invention, which makes use of finely-divided powder particles of a size from 1 to 50 um 
with a density of flow rate from 0.05 to 17 g/s cm 2 and which contemplates imparting an acceleration to the 
powder particles by means of a supersonic jet of a predetermined profile and with a low gas temperature to 
a velocity of from 300 to 1200 m/s substantially lowers the level of thermal and dynamic and thermal and 
chemical exposure of the surface being coated and enhances efficiency of particles acceleration so as to 

40 ensure the production of denser coating microvoids, enhance the filling of the coating layer and its 
continuity. This results in a uniform structure of the coating with substantially preserved structure of the 
powder material without phase transformations and hardening, i.e., the coatings do not crack, their corrosion 
resistance, microhardness, and cohesion and adhesion strength are enhanced. 

It is preferred that the supersonic jet of a predetermined profile be formed by carrying out gas 

45 expansion in accordance with a linear law. This facility ensures simplicity and low cost of manufacture of an 
apparatus for carrying out the method. 

It is preferred that the gas flow be formed with a gas at a pressure of from about 5,1 x 10 5 to about 
20,3 x 10 5 Pa (5 to about 20 atm) and at a temperature below the melting point of the powder particles. As 
a result, efficient acceleration of powder particles is ensured because of a low density of the gas, thermal 

so and dynamic and thermal and chemical exposure is lowered, and manufacture of an apparatus for carrying 
out the method is facilitated and its cost is reduced. 

Air can be used as the gas for forming the gas flow. This ensures the acceleration of the powder 
particles to a velocity of up to 300 to 600 m/s and allows savings to be achieved during coating application. 
It is preferred that helium be used as the gas for forming the gas flow. This facility allows a velocity of 

55 from 1000 to 1200 m/s to be imparted to the powder particles. 

It is preferred that the a mixture of air and helium be used as the gas for forming the gas flow. The 
mixture of air and helium allows the velocity of the powder particles to be controlled within the range from 
300 to 1200 m/s. 
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Particle velocity can also be controlled between 300 and 1200 m/s by heating the gas to from 30 to 
400 • C, which is advantageous from the manufacturing and economic points of view so as to lower the cost 
of coating application because air can be used in this case, and the velocity of the powder particles can be 
controlled over a wide range. 

5 The above problem is also solved by providing an apparatus for carrying out the method for applying a 
coating to the surface of a product, comprising a metering feeder having a casing incorporating a hopper for 
a powder communicating with a means for metering the powder in the form of a drum having depressions 
in its cylindrical periphery, and a mixing chamber communicating therewith, and a nozzle for accelerating 
powder particles communicating with the mixing chamber, a source of compressed gas, and a means 

io connected thereto for supplying compressed gas to the mixing chamber, which, according to the invention, 
comprises a powder particle flow controller which is mounted in a spaced relation to the cylindrical 
periphery of the drum, with a space ensuring the necessary flow rate of the powder, and an intermediate 
nozzle coupled to the mixing chamber and communicating, via an inlet pipe thereof, with the means for 
supplying compressed gas, the metering feeder having a deflector mounted on the bottom of the hopper 

;s adjacent to the cylindrical periphery of the drum which has its depressions extending along a helical line, 
the drum being mounted horizontally in such a manner that one portion of its cylindrical periphery defines 
the bottom of the hopper and the other part thereof defines the generant of the mixing chamber, the particle 
acceleration nozzle being in the form of a supersonic nozzle and having a profiled passage. 

The provision of the powder particle flow controller ensures the desired flow rate of the powder during 

20 coating application. 

The provision of the deflector mounted on the hopper bottom prevents powder particles from getting 
into the space between the drum and the casing of the metering feeder so as to avoid jamming of the 
drum. 

The provision of the depressions on the cylindrical periphery of the drum extending along a helical line 
25 lower fluctuations of the flow rate of the particles during metering. 

The provision of a portion of the drum functioning as the hopper bottom and of the other portion of the 
drum functioning as the generant of the mixing chamber ensures uniform filling of the depressions with the 
powder and reliable admission of the powder to the mixing chamber. 

The provision of the supersonic nozzle having a profiled passage allows a supersonic velocity to be 
30 imparted to the gas flow and a supersonic jet of a predetermined profile to be formed with high density and 
low temperature so as to ensure acceleration of the powder particles of a size from 1 to 50 urn to a velocity 
from 300 to 1200 m/s. 

Since the mixing chamber and the intermediate nozzle connected thereto communicate with the means 
for supplying compressed gas through the inlet pipe of the intermediate nozzle, the metering feeder can be 
35 supplied from different compressed gas supplies, including portable and stationary gas supplies which can 
be installed at a substantial distance from the metering feeder. 

It is preferred that the passage of the supersonic nozzle for acceleration of particles have one 
dimension of its cross-section larger than the other, with the ratio of the smaller dimension of the cross- 
section at the edge of the nozzle to the length of the supersonic portion, of the passage ranging from about 
40 0.04 to about 0.01. 

This construction of the passage allows a gas and powder jet of a predetermined profile to be formed, 
ensures efficient acceleration of the powder, and lowers velocity decrease in the compressed gas layer in 
front of the surface being coated. 

A swirl member for swirling the gas flow leaving the means for compressed gas supply may be 
45 provided on the inner surface of the intermediate nozzle, at the outlet thereof in the mixing chamber. This 
gas flow swirl member turbulizes the flow of gas directed from the cylindrical nozzle towards the cylindrical 
surface of the drum so as to ensure the effective removal of the powder and formation of the gas and 
powder mixture. 

It is preferred that the intermediate nozzle be mounted in such a manner that its longitudinal axis extend 
so at an angle from 80 to 85* with respect to a normal to the cylindrical surface of the drum. When the gas 
flow runs into the cylindrical surface of the drum, a recoil flow is formed so as to enhance efficiency of 
powder and gas mixing. 

It is preferred that the apparatus comprise a means for supplying compressed gas to depressions in the 
cylindrical periphery of the drum and to the upper part of the hopper so as to even out pressure in the 
55 hopper and mixing chamber. This facility eliminates the effect of pressure on metering of the powder. 

It is preferred that the means for gas supply be provided in the casing of the metering feeder in the 
form of a passage connecting the interior space of the intermediate nozzle to the interior space of the 
hopper and also comprise a tube connected to the intermediate nozzle and extending through the hopper, 
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the top part of the tube being bent at 180 v This simplifies the design, enhances reliability in operation, and 
prevents the powder from getting into the passage during loading of the powder into the hopper. 

It is preferred that the apparatus comprise a means for heating compressed gas having a gas 
temperature control system for controlling velocity of gas and powder mixture with the supersonic jet. This 
5 facility ensures gas escape velocity control by varying its temperature so that velocity of powder particles is 
also controlled. 

To enhance heat transfer from the gas heater, the inlet of the means for gas heating may be connected, 
through a pneumatic line to the mixing chamber of the metering feeder and the outlet can be connected to 
the nozzle for acceleration of powder particles. 
10 For applying coatings of polymeric materials, it is preferred that the apparatus comprise a forechamber 
for acceleration of powder particles, the inlets of the means for gas heating and of the inlet pipe of the 
intermediate nozzle of the metering feeder being connected, by means of individual pneumatic lines to a 
compressed gas supply and their outlets being connected to the forechamber by means of other individual 
pneumatic lines. 

75 It is preferred that the heating means be provided with a heating element made of a resistor alloy. This 
allows the size of the heating means and its weight to be reduced. 

To lower heat losses and enhance economic effectiveness of the apparatus, it is preferred that the 
heating element be mounted in a casing having a heat insulator inside thereof. 

To make the heating means compact and to ensure heating with low temperature differentials between 
20 the gas and the heating element, the heating element may be made in the form of a spiral of a thin-walled 
tubes, with the gas flowing through the tube. 

To ensure a substantial reduction of the effect of the gas supplied to the gas and powder mixture from 
the metering feeder on operation of the supersonic nozzle, it is preferred that the forechamber have a 
diaphragm mounted in its casing and having ports for evening out the gas flow over the cross-section and a 
25 pipe coaxially mounted in the diaphragm for introducing powder particles, the cross-sectional area of the 
pipe being substantially 5 to 15 times as small as the cross-sectional area of the pneumatic line connecting 
the gas heating means to the forechamber. 

To lower wear of the drum, alterations of its surface, and reduce jamming, the drum may be mounted 
for rotation in a sleeve made of a plastic material which engages the cylindrical periphery of the drum. 
30 The plastic material of the sleeve may be in the form of a fluoroplastic (Teflon®). This allows the shape 
of the drum to be retained owing to the absorption of the powder by the sleeve material. 

Brief Description of the Drawings 

35 The invention will now be described in detail with reference to specific embodiments illustrated in the 
accompanying drawings, in which: 

Fig. 1 is a general view of an apparatus for applying a coating to the surface of a product according to 
the invention, a longitudinal section; 

Fig. 2 is a detail in a view taken along arrow A in Fig. 1 showing location of depressions on the surface 
40 of a metering drum; 

Fig. 3 is a cross-sectional view taken along line Ill-Ill in Fig. 1 showing a cross-section of the supersonic 
part of a nozzle; 

Fig. 4 schematically shows an embodiment of an apparatus for applying a coating to the surface of a 
product having a gas heating means which is connected in series with the metering feeder according to 
45 the invention; 

Fig. 5 is another embodiment of an apparatus according to the invention having a gas heating means 

connected in parallel with the metering feeder; 

Fig. 6 is an enlarged view partially in section in Fig 1. 

so Best Mode to Carry out the Invention 

The invention contemplates a method for applying a coating to the surface of a product. The material of 
the product is selected from the group consisting of metals, alloys and insulating materials. In this case the 
materials may be in the form of a metal, ceramic or glass. The method consists in that a powder of a 
55 material selected from the group consisting of metals, alloys or their mechanical mixtures, and insulating 
materials is introduced into a gas flow for forming a gas and powder mixture which is directed towards the 
surface of the product. According to the invention, powder has particles of a size from 1 to 50 urn in an 
amount ensuring a density of flow rate of the particles between 0.05 and 17 g/s cm 2 . A supersonic velocity 
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is imparted to the gas flow, and a supersonic jet is formed with a predetermined profile and at a low 
temperature. The resulting gas and powder mixture is introduced into the supersonic jet to impart thereto an 
acceleration which ensures a velocity of the powder particles ranging from 300 to 1200 m/s. 

If finely divided powder particles are used with the above-mentioned density of their flow rate, and if 

5 acceleration is imparted to the powder particles by means of a supersonic jet of a predetermined profile 
having high density and low gas temperature to a velocity ranging from 300 to 1200 m/s, a substantial 
decrease in the level of thermal and dynamic and thermal and chemical exposure of the surface being 
coated is ensured, and efficiency of acceleration of the powder particles is enhanced. This, in turn, results 
in denser coatings being produced, with a lower volume of microvoids and with enhanced continuity. The 

w coating structure is uniform with the retention of substantially the initial structure of the powder material, 
without phase transformations, i.e., the coatings do not crack, their corrosion resistance, microhardness, 
cohesive and adhesive strength are enhanced. 

In accordance with the invention, the gist of the method resides in the fact that coating application by 
spraying is effected by a high-velocity flow of powder which is in the solid state, i.e., at a temperature which 

;s is much lower than the melting point of the powder material. The coating is thus formed owing to the impact 
and kinetic energy of particles which is spent for high-speed plastic deformation of the interacting bodies in 
microvolumes which are commensurable with the particle size and also for local heat release and cohesion 
of particles with the surface being coated and with one another. 

The formation of a supersonic jet of a predetermined profile is carried out by expanding gas according 

20 to a linear law so as to make the process simple and economical. 

For forming a gas flow, a gas is used which is under a pressure of from about 5,1 x 10 5 to about 20.3 x 
10 5 Pa (5 to about 20 atm) and at a temperature below the melting point of the powder particles so as to 
ensure the efficient acceleration of the powder particles owing to a high density of the gas and to lower 
thermal and dynamic and thermal and chemical exposure. 

25 Acceleration is imparted to the powder particles to a velocity ranging from about 300 to about 600 m/s 
by using air as gas for forming the gas flow. 

To impart to the powder particles a velocity ranging from 1000 to 1200 m/s, helium is used, and to 
impart a velocity ranging from 300 to 1200 m/s a mixture of air and helium is used. 

For accelerating various materials in the form of powder, gases are used which have different sound 

30 velocities at a constant temperature, which can impart different velocities to the powder particles. For such 
powders as tin, zinc, aluminium, and the like, use may be made of air, and air and helium mixture in various 
proportions may be used for nickel, iron, cobalt, and the like. By changing percentage of components, the 
velocity of escape of the gas jet, hence, the velocity of the powder particles, can be varied. 

Another option for controlling the velocity of particles between 300 and 1200 m/s is the variation of the 

35 initial gas temperature. It is known that with an increase in gas temperature sound velocity in the gas 
increases. This allows the jet escape velocity, hence, velocity of the deposited powder particles to be 
controlled by a slight heating of the gas at 30 to 400 * C. During expansion of the gas, when the supersonic 
jet is formed, the gas temperature decreases substantially so as to maintain the thermal exposure of 
powder at a low level which is important in the appli-cation of polymeric coatings to products or their 

40 components. 

An apparatus for applying coatings to the surface of a product comprises a metering feeder 1 (Fig. 1) 
having a casing 1 1 which accommodates a hopper 2 for powder having a lid 2' mounted by means of thread 
2", a means for metering powder, and a mixing chamber 3 communicating with one another. The apparatus 
also has a nozzle 4 for accelerating powder particles communicating with mixing chamber 3, a compressed 

45 gas supply 5, and a means connected thereto for supplying compressed gas to mixing chamber 3. The 
means for compressed gas supply is in the form of a pneumatic line 6 which connects, via a shut-off and 
control member 7, compressed gas supply 5 to an inlet pipe 8 of metering feeder 1 . A means for metering 
powder is in the form of a cylindrical drum 9 having in its cylindrical periphery 9' depressions 10 and 
communicating with mixing chamber 3 and with particle accelerating nozzle 4. 

50 According to the invention, the apparatus also comprises a powder particle flow controller 1 1 which is 
mounted in a spaced relation at 12 to cylindrical periphery 9* of drum 9 so as to ensure the desired flow 
rate of the powder during coating, and an intermediate nozzle 13 positioned adjacent to mixing chamber 3 
and communicating, via inlet pipe 8, with the means for gas supply and with compressed gas supply 5. 
To prevent powder particles from getting into a space 14 between drum 9 and casing V of metering 

55 feeder 1 so as to avoid jamming of drum 9, a deflector 15 is provided on the hopper bottom which 
intimately engages cylindrical periphery 9' of drum 9. 

To ensure uniform filling of depressions 10 with powder and enhance its reliable admission to mixing 
chamber 3, drum 9 is mounted to extend horizontally in such a manner that one portion of its cylindrical 
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periphery 9' is used as a bottom 16 of hopper 2 and the other portion forms a wall 17 of mixing chamber 3. 
Depressions 10 in cylindrical periphery 9' of drum 9 extend along a helical line (Fig. 2) so as to lower 
fluctuations of the flow rate of powder particles during metering. To impart to the gas flow a supersonic 
velocity with a predetermined profile, with high density and at low temperature, and also to ensure 

5 acceleration of powder particles to a velocity ranging from 300 to 1200 m/s, nozzle 4 for acceleration of 
particles is in the form of a supersonic nozzle and has a passage 18 of a profiled cross-section (Fig. 3). 
Passage 18 of nozzle 4 has one dimension "a" of its cross-section on which is larger than the other 
dimension n b n , and the ratio of the smaller dimension "b" of the cross-section at an edge 19 of nozzle 4 
(Fig. 1) to length "I" of a supersonic portion 20 of passage 18 ranges from about 0.04 to about 0.01. 

10 This construction of passage 20 allows a gas and powder jet of a predetermined profile to be formed, 
ensures efficient acceleration of the powder, and lowers velocity decrease in the compressed gas layer in 
front of the surface being coated. 

A swirl member 21 for swirling the gas flow admitted to nozzle 13 through pipe 8 and leaving the 
means for compressed gas supply is provided on the inner surface of intermediate nozzle 13, at the outlet 

75 thereof in mixing chamber 3. This swirl member 21 ensures an effective removal of powder and formation • 
of a gas and powder mixture. To provide a recoil flow and ensure an effective mixing of powder and gas 
when the gas flow runs into the portion of cylindrical periphery 9' of drum 9 forming wall 17 of mixing 
chamber 3, intermediate nozzle 13 is mounted in such a manner that its longitudinal axis 0-0 extends at an 
angle from 80 to 85 • with respect to a normal "n-n" drawn to cylindrical periphery 9" of drum 9. 

20 The apparatus for applying a coating to the surface of a product also comprises a means for supplying 
compressed gas to depressions 1 0 in cylindrical periphery 9' of drum 9 and to a top part 22 of hopper 2 so 
as to even out pressure in hopper 2 and in mixing chamber 3. This facility allows the effect of pressure on 
metering of the powder to be eliminated. 

The means for gas supply is in the form of a passage 23 in casing V of metering feeder 1 which 

25 connects an interior space 24 of intermediate nozzle 13 to top part 22 of hopper 2 and has a tube 25 which 
is connected to intermediate nozzle 13, extends through hopper 2 and is bent, at its top part, at 180' . 

The means constructed as described above ensures reliable operation and prevents powder from 
getting into passage 23 when the powder is loaded into hopper 2. 

To facilitate control of gas escape velocity by varying its temperature, hence, velocity of powder 

30 particles, another embodiment of the apparatus has a means 27 (Fig. 4) for heating compressed gas and a 
gas temperature control system which allows gas and powder mixture velocity to be controlled when it 
moves through nozzle 4 for acceleration of powder particles. 

The gas temperature control system has a power supply 28 which is electrically coupled, via terminals 
29, by means of cables 30, to a gas heating means, a temperature indicator 31, and a thermocouple 32 

35 engageable with the body of nozzle 4. 

Gas heating means 27 is connected in series with metering feeder 1. 

To enhance heat transfer from the heater to gas, an inlet 33 of means 27 for heating compressed gas is 
connected, by means of a pneumatic line 34, to mixing chamber 3 of metering feeder 1, and its outlet 35 is 
connected, by means of a pneumatic line 36, to nozzle 4 for acceleration of powder particles. 

40 If a coating is applied with polymeric materials, the apparatus is provided with a forechamber 37 (Fig. 
5) mounted at the inlet of nozzle 4 for acceleration of powder particles. Inlet 33 of means 27 for heating 
compressed gas and an inlet 38 of metering feeder 1 are connected by means of individual pneumatic lines 
39 to compressed gas supply 5, and their outlets 35 and 40 are connected, by means of other pneumatic 
lines 41 , to forechamber 37. This embodiment of the apparatus has the parallel connection of means 27 for 

45 gas heating to metering feeder 1. Means 27 for compressed gas heating has a casing 42 (Fig. 4) which has 
an inner heat insulator 43. Casing 42 accommodates a heating element 44 made of a resistor alloy in the 
form of a spiral of a thin-walled tube in which the gas flows. 

To reduce the effect of the gas supplied from metering feeder 1 on operation of supersonic nozzle 4, 
forechamber 37 has a diaphragm 45 (Fig. 5) mounted therein and having ports 46 for evening out gas 

50 velocity over the cross-section, and a pipe 47 mounted in forechamber 37 coaxially with diaphragm 45 for 
introducing powder particles from metering feeder 1 . The cross-sectional area of pipe 47 is substantially 5 
to 15 times as small as the cross-sectional area of pneumatic line 41 connecting means 27 for gas heating 
to forechamber 37. 

Drum 9 is mounted for rotation in a sleeve 48 (Fig. 6) made of a plastic material which engages 
55 cylindrical periphery 9' of drum 9. 

The plastic material of sleeve 48 is a fluoroplastic (Teflon®) which ensures the preservation of shape of 
drum 9 by absorbing powder particles. 
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The provision of sleeve 48 lowers wear of drum 9 and reduces alterations of its surface 9\ and jamming 
is eliminated. 

The apparatus for applying a coating shown in Fig. 1 functions in the following manner. A compressed 
gas from gas supply 5 is supplied along pneumatic line 6, via shut-off and control member 7, to inlet pipe 8 

5 of metering feeder 1, the gas being accelerated by means of intermediate nozzle 13 and directed at an 
angle of between 80 and 85 • to impinge against cylindrical periphery 9' of drum 9 which is stationary and 
then gets into mixing chamber 3 from which it escapes through profiled supersonic nozzle 4. Supersonic 
nozzle 4 is adjusted to have a working mode (5,1 x 10 s to 20.3 x 10 s Pa [5 to 20 atm]) by acting upon shut- 
off and control member 7 so as to form a supersonic gas jet at a velocity ranging from 300 to 1200 m/s. 

70 Powder from hopper 2 gets to cylindrical periphery 9' of drum 9 to fill depressions 10 and, during 
rotation of the drum, the powder is transferred into mixing chamber 3. The gas flow formed by intermediate 
nozzle 13 and turbulized by swirl member 21 blows the powder off cylindrical periphery 9' of drum 9 into 
mixing chamber 3 wherein a gas and powder mixture is formed. Flow rate of the powder in an amount 
between 0.05 and 17 g/s cm 2 is set up by the rotary speed of drum 9 and powder flow controller 11. 

is Deflector 15 prevents the powder from getting into space 14 between casing 1' and drum 9. The gas from 
intermediate nozzle 13 is also taken in along passages 23 and gets into space 14 between drum 9 and 
casing 1' so as to purge it and clean it from residues of the powder, and gas gets, through tube 25, into top 
part 22 of hopper 2 so as to even out pressure in hopper 2 and mixing chamber 3. A gas and powder 
mixture from mixing chamber 3 is accelerated in supersonic portion 20 of passage 18. A high-speed gas 

20 and powder jet is thus formed which is determined by the cross-sectional configuration of passage 18 with 
the velocity of particles and density of their flow rate necessary for the formation of a coating. For a given 
profile of supersonic portion 20 of passage 18, the density of flow rate of powder particles is set up by 
metering feeder 1, and the velocity is determined by the gas used. For example, by varying percentage of 
helium in a mixture with air between 0% and 100%, the velocity of powder particles can be varied between 

25 300 and 1200 m/s. 

The apparatus for applying a coating shown in Fig. 4 functions in the following manner. 
A compressed gas from gas supply 5 is fed, via pneumatic line 6 and shut-off and control member 7 
which adjusts pressure between 5,1 x 10 5 and 20,3 x 10 5 Pa (5 and 20 atm) in the apparatus, to metering 
feeder 1 having its drum 9 which is stationary. The gas then flows through metering feeder 1 and is 

30 admitted, via pneumatic line 34, to heating element 44 of gas heating means 27 in which the gas is heated 
to a temperature between 30 and 400 # C, which is determined by the gas temperature control system. The 
heated gas is supplied through pneumatic line 36 to profiled supersonic nozzle 4 and escapes therefrom 
owing to gas expansion. When the apparatus is in the predetermined mode of jet escape, drum 9 of 
metering feeder 1 is rotated, and the desired concentration of powder particles is adjusted by means of 

35 powder flow controller and by varying speed of drum 9, and the velocity of the powder particles accelerated 
by supersonic nozzle 4 is set up by varying the gas heating temperature. 

In depositing polymeric powders, an apparatus is used (Fig. 5) in which powder from metering feeder 1 
is fed directly through pipe 41 to mixing forechamber 37, and in which the gas heated in heating means 27 
passes through ports 46 of diaphragm 45 to transfer the powder into supersonic nozzle 4 in which the 

40 necessary velocity is imparted to the particles. 

Embodiments of the Invention 
Example 1 

45 

The apparatus shown in Fig. 1 was used for coating application. 

Working gas was air. Air pressure was 9,1 x 10 5 Pa (9 atm), flow rate was 0.05 kg/s, deceleration 
temperature was 7 # C. 

Mach number at the nozzle edge was 2.5 to 4. The product material was steel and brass. 
50 Aluminium powder particle size was from 1 to 25 urn, a density of flow rate of the powder was between 
0.01 and 0.3 g/s cm 2 , a velocity of particles ranged from 300 to 600 m/s. 
Coating conditions are given in Table 1 . 
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Table 1 



No. 


Flow rate density, g/s cm 2 


Treatment time, 


Coating thickness, urn 


Change in temperature of 
heat-insulated support, • C 


1 


0.01 


1000 




2 


2 


0.05 


20 


8 


6 


3 


0.05 


100 


40 


6 


4 


0.10 


100 


90 


14 


5 


0.15 


100 


150 


20 


6 


0.3 


100 


390 


45 



10 



15 



It can be seen from the Table that the coating is formed with a flow rate density of powder from 0.05 
g/s cm 2 and up. With an increase in density of powder flow rate up to 0.3 g/s cm 2 , temperature of the heat 
insulated support increases up to 45 • C. 

It follows from the above that coatings can be applied under the above-mentioned conditions, and 
products have a minimum exposure to thermal effects. 



20 



25 



Examples 2, 3, 4, 5 and 6. 

The apparatus shown in Fig. 1 was used for coating application. 

The material of deposited powders was copper, aluminium, nickel, vanadium, an alloy of 50% of 
copper, 40% of aluminium, and 10% of iron. 

The support material was steel, duralumin, brass, and bronze, ceramics, glass: the support was used 
without heat insulation. 

Operation conditions of the apparatus: 



gas pressure 


15,2 x 10 s to 20,3 x 10 5 Pa (15 to 20 atm); 


gas deceleration temperature 


Oto 10 *C; 


Mach number at the nozzle edge working gas- 


2.5 to 3; 


mixture of air and helium with 50% of helium; 




gas flow 


20 to 30 g/s; 


particle flow rate density 


0.05 to 17 g/s cm 2 . 



35 



40 



45 



50 



The velocity of particles was determined by the method of laser Doppler anemometry, and the 
coefficient of utilization of particles was determined by the weighting method. 
The results are given in Table 2 



55 
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Table 2 



10 



15 



20 



25 



Example 


Particle material 


Particle size, urn 


Particle velocity, m/s 


Coefficient of particle utilization, % 


No. 










1 


2 


3 


4 


5 


2 


copper 


1-40 


650±10 


10 








oUU* I u 


in 
ou 








900±10 


40 








1000±10 


80 


o 


CMUI IIIMIUI II 


1-25 


650±10 


40 








1000±10 


60-70 








12002:10 


80-90 


4 


nickel 


1-40 


800±10 


10 








900±10 


40 








1000±10 


80 I 


5 


vanadium 


1-40 


800±10 


10 








900±10 


30 








1000±10 


60 j 


6 


alloy 


10-100 


700±10 


10 j 










20 










50 \ 



It can be seen from Table 2 that with an increase in velocity of particles for all materials, the coefficient 
of utilization increases, but its values differ for different materials. The support temperature in all cases did 
not exceed 50 to 70 • C. 

30 After a prolonged operation with application of coatings, with the time of operation of the apparatus of at 
least 100 hours, various components of the apparatus have been inspected and it has been revealed that 
the nozzle profile did not have any alterations, and thin films coated the nozzle in the zone of its critical 
section and in the supersonic portion thereof as a result of friction with the nozzle walls during movement. 
These films did not have any effect on operating conditions of the nozzle. Individual inclusions of particles 

35 being deposited have been found in the fluoroplastic sleeve of the metering feeder, but the configuration of 
the drum and depressions of its cylindrical periphery remained substantially unchanged. 

Therefore, service life of reliable operation of the apparatus amounted to at least 1000 hours. The 
absence of energy-stressed components makes the upper limit or the throughput capacity substantially 
unlimited. 

40 

Example 7 

The apparatus shown in Fig. 4 used for aplication of coatings had the following parameters: 



45 



50 



Mach number at the edge of the nozzle 


2.5 to 2.6 


gas pressure 


10,1 x 10 s to 20,3 x 10 5 Pa (10 to 20 atm); 


gas temperature 


30 to 400 • C; 


working gas 


air; 


gas flow 


20 to 30 g/s; 


powder flow 


0.1 to 10 g/s; 


powder particle size 


1 to 50 urn. 



The coatings were applied with particles of aluminium, zinc, tin. copper, nickel, titanium, iron, vanadium, 
55 cobalt to metal products, and the coefficient of utilization of the powder was measured (in percent) versus 
air heating temperature and related velocity of powder particles. 
The results are given in Table 3 
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Table 3 



5 



10 



15 



Powder Material 


Air temperature, ■ C 


10 


30 


100 


200 


350 


400 


aluminium 


0.1-1% 


1-1.5 


10 


30-60 


90-95 




zinc 


1-2 


2-4 


10 


50-80 






tin 


1-30 


80-40 


40-60 








copper 






10-20 


50 


80-90 


90 


nickel 








20 


50-80 


80-90 


titanium 








50-80 






iron 








20-40 


60-70 


80-90 


vanadium 








20 


40-50 


60-70 


cobalt 








20 


40-50 


50-60 



It can be seen from Table 3 that when air is used as working gas at room temperature, high-quality 
coatings can be produced from powders of such plastic metals as aluminium, zinc, and tin. A slight air 
heating to 1 00-200 ' C resulting in an increase in particle velocity allows coatings to be produced from the 
20 majority of the above-mentioned metals. The product temperature does not exceed 60 to 100*C. 

Example 8 

The apparatus shown in Fig. 5 was used for coating aplication. 



30 



Mach number at the edge of the nozzle 


1 .5 to 2.6; 


gas pressure 


5,1 x 10 5 to 10,1 x 10 s Pa (5 to 10 atm); 


gas temperature 


30 to 180 -C; 


working gas 


air; 


gas flow 


18 to 20 g/s; 


powder flow 


0.1 to 1 g/s; 


powder particle size 


20 to 50 urn. 



35 A polymer powder was applied to products of metal, ceramics, and wood. A coating thickness was from 
100 to 200 urn. Further thermal treatment was required for complete polymerization. 
It can be seen from the above that the invention makes it possible to; 

- apply coatings from several dozens of micrometers to several millimeters thick of metals, their 
mechanical mixtures, alloys, and insulating materials to products of metals, alloys, and insulating 

40 materials, in particular, to ceramics and glass with a low level of thermal exposure of the products; 

- apply coatings with fine powders, with a particle size between 1 and 10 urn without phase 
transformations, appearance of oversaturated structures, and hardening during coating formation; 

- enhance efficiency of acceleration of the powder owing to the use of compressed high-density gases; 

- substantially lower thermal exposure of components of the apparatus. 

45 The construction of the apparatus ensures its operation during at least 100 hours without the 
employment of expensive erosion-resistant and refractory materials, high throughput capacity which is 
substantially unlimited because of the absence of thermally stressed components so that this apparatus can 
be incocporated in standard flow lines to which it can be readily matched as regards the throughput 
capacity, e.g., in a flow line for the manufacture of steel pipes having protective zinc coatings. 

50 

Industrial Applicability 

The invention can be most advantageously used, from manufacturing and economic point of view in 
restoring geometrical dimensions of worn parts increasing wear-resistance, protecting of ferrous metals 
55 against corrosion. 

The invention may be advantageously used in metallurgy, mechanical engineering, aviation and 
agricultural engineering, in the automobile industry, in the instrumentation engineering and electronic 
technology for the application of corrosion-resistant, electrically conducting, antifriction, surface-hardening, 
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magnetically conducting, and insulating coatings to parts, structures, and equipm nt which are manufac- 
tured, in particular, of materials capable of withstanding a limited thermal load and also to large-size objects 
such as sea-going and river vessels, bridges, and large-diameter pipes. 

The invention may also find application for producing multiple-layer castings and combined (metal- 
5 polymer) coatings as part of comprehensive manufacturing processes for producing materials with expected 
properties. 

Claims 

10 1. A method for applying coatings to the surface of a product made of a material selected from the group 
consisting of metals, alloys, and insulating materials, comprising introducing into a gas flow a powder of 
a material selected from the group consisting of metals, alloys, their mechanical mixtures or insulating 
materials for forming a gas and powder mixture which is directed towards the surface of a product, 
characterized in that the powder used has a particle size from 1 to 50 um in an amount ensuring flow 

75 rate density of the particles between about 0.05 and about 17 g/s cm 2 , a supersonic velocity being 

imparted to the gas flow, and a supersonic jet of a predetermined profile being formed which ensures a 
velocity of powder in the gas and powder mixture from 300 to 1 200 m/s. 

2. A method according to claim 1, characterized in that the formation of a supersonic jet of a 
20 predetermined profile is carried out by expanding gas according to a linear law. 

3. A method according to claim 1, characterized in that the gas is used which is under a pressure of 
from about 5,1 x 10 s to about 20,3 x 10 s Pa (5 to about 20 atm) and at a temperature below the melting 
point of the powder particles. 

25 

4. A method according to claim 1, characterized in that the gas for a gas flow is air. 

5. A method according to claim 1, characterized in that the gas for a gas flow is helium. 

30 6. A method according to claim 1, characterized in that the gas for a gas flow is a mixture of air and 
helium. 

7. A method according to claim 1 , characterized in that the gas for a gas flow is heated to a temperature 
from about 30 to about 400 • C. 

35 

8. An apparatus for carrying out the method of claim 1 , comprising a metering feeder (1 ) having a casing 
(V) incorporating a hopper (2) for a powder communicating with a means for metering the powder in 
the form of a drum (9) having depressions (10) in its cylindrical periphery (9'), and a mixing chamber 
(3) communicating therewith, and a nozzle (4) for accelerating powder particles communicating with the 

40 mixing chamber (3), a compressed gas supply (5), and a means connected thereto for supplying 
compressed gas to the mixing chamber (3), characterized in that it comprises a powder particle flow 
controller (11) which is mounted in a spaced relation (12) to the cylindrical periphery (9') of the drum 
(9), with a space ensuring the necessary flow rate of the powder, and an intermediate nozzle (13) 
coupled to the mixing chamber (3) and communicating, via an inlet pipe (8) thereof, with the means for 

45 supplying compressed gas, the metering feeder (1) having a deflector (15) mounted on the bottom of 
the hopper (2) adjacent to the cylindrical periphery (9*) of the drum (9) which has its depressions (10) 
extending along a helical line, the drum (9) being mounted horizontally in such a manner that one 
portion of its cylindrical periphery (9*) defines the bottom of the hopper (2) and the other portion thereof 
defines the wall (17) of the mixing chamber (3), the particle acceleration nozzle (4) being in the form of 

50 a supersonic nozzle and having a profiled passage (18). 

9. An apparatus according to claim 8, characterized in chat the passage (18) of the nozzle (4) for 
acceleration of particles has one dimension (a) of its cross-section larger than the other (b), with the 
ratio of the smaller dimension (b) of the cross-section at the edge (19) of the nozzle (4) to the length (I) 

55 of the supersonic portion (20) of the passage (18) ranging from about 0.04 to about 0.01. 

10. An apparatus according to claim 8, characteriz d in that a swirl member (21) for swirling the gas flow 
leaving the means for compressed gas supply is provided on the inner surface of the intermediate 
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nozzle (13), at the outlet thereof in the mixing chamber (3). 

11. An apparatus according to claim 8, characterized in that the intermediate nozzle (13) is mounted in 
such a manner that its longitudinal axis (0-0) extends at an angle from 80 to 85 • with respect to the 

5 normal (n-n) to the cylindrical surface (9') of the drum (9). 

12. An apparatus according to claim 8, characterized in that the apparatus comprises a means for 
supplying compressed gas to depressions (10) in the cylindrical periphery (9') of the drum (9) and to 
the upper part (22) of the hopper (2) so as to even out pressure in the hopper (2) and mixing chamber 

10 (3). 

13. An apparatus according to claim 12, characterized in that the means for gas supply is made in the 
casing (V) of the metering feeder (1) in the form of a passage (23) connecting the interior space (24) of 
the intermediate nozzle (13) to the interior space (22) of the hopper (2) and also comprises a tube (25) 

15 connected to the intermediate nozzle (13) and extending through the hopper (2), the top part (26) of the 
tube being bent at 180* . 

14. An apparatus according to claim 8, characterized in that the apparatus comprises a means (27) for 
heating compressed gas having a gas temperature control system for controlling velocity of gas and 

20 powder mixture in the nozzle (4) for powder particle acceleration. 

15. An apparatus according to claim 14, characterized in that the inlet (33) of the means (27) for gas 
heating is connected, through a pneumatic line (34) to the mixing chamber (3) of the metering feeder 
(1) and the outlet (35) is connected to the nozzle (4) for acceleration of powder particles. 

25 

16. An apparatus according to claim 14, characterized in that it comprises a forechamber (37) mounted in 
the inlet of the nozzle (4) for acceleration of powder particles, the inlets (33. 38) of the means (27) for. 
gas heating and of the inlet pipe of the intermediate nozzle (13) of the metering feeder (1) being 
connected, by means of individual pneumatic lines (39) to a compressed gas supply (5) and their 

30 outlets (35, 40) being connected to the forechamber (37) by means of other individual pneumatic lines 
(41). 

17. An apparatus according to claim 14, characterized in that the heating means (27) is provided with a 
heating element (44) made of a resistor alloy. 

35 

18. An apparatus according to claim 17, characterized in that the heating element (44) is mounted in a 
casing (42) having a heat insulation (43) inside thereof. 

19. An apparatus according to claim 17, characterized in that the heating element (44) is made in the 
40 form of a spiral of a thin-walled tube, with the gas in use flowing through the tube. 

20. An apparatus according to claim 16, characterized in that the forechambar (37) has a diaphragm (45) 
mounted in its casing and having ports (46) for evening out the gas flow over the cross-section and a 
pipe (47) coaxially mounted in the diaphragm for introducing powder particles, the cross-sectional area 

45 of the pipe being substantially 5 to 15 times as small as the cross-sectional area of the pneumatic line 
(41 ) connecting the gas heating means (27) to the forechamber (37). 

21. An apparatus according to claim 8, characterized in that the drum (9) is mounted for rotation in a 
sleeve (48) made of a plastic material which engages the cylindrical periphery (9') of the drum (9). 

50 

22. An apparatus according to claim 21, characterized in that the plastic material of the sleeve (48) is 
fluoroplastic (Teflon®). 

PatentansprUche 

55 

1. Verfahren zur Anbringung von Beschichtungen auf die Oberflache eines Produkts, welches aus einem 
Material hergestellt ist, das aus der Gruppe bestehend aus Metallen, Legierungen und isolierenden 
Materialien gewahlt ist, wobei in einen GasfluB ein Pulver aus einem Material eingefuhrt wird, welches 
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aus der Gruppe bestehend aus Metallen, L gierungen, deren mechanischen Mischungen Oder isolieren- 
den Materialien gewahlt ist, um eine Gas- und Pulvermischung zu bitden, die auf die Oberflache eines 
Produkts hingerichtet wird, dadurch gekennzeichnet, daB das verwendete Pulver eine PartikelgroBe von 
1 bis 50 um in einer Menge aufweist, die eine FluBratendichte der Partikel zwischen ungefahr 0,05 und 
5 ungefahr 17 g/s cm 2 sicherstellt, wobei auf den GasfluB eine Ultraschallgeschwindigkeit ausgeubt wird 

und ein Ultraschallstrahl mit einem vorgegebenen Profil gebildet wird, der eine Geschwindigkeit des 
Pulvers in der Gas- und Pulvermischung von 300 bis 1 200 m/s sicherstellt. 

2. Verfahren nach Anspruch 1 , dadurch gekennzeichnet, daB die Bildung des Ultraschallstrahls mit einem 
io vorgegebenen Profil ausgefiihrt wird, indem das Gas gemaB einem linearen Gesetz ausgedehnt wird. 

3. Verfahren nach Anspruch 1 , dadurch gekennzeichnet, daB das Gas verwendet wird, welches sich unter 
einem Druck von ungefahr 5,1 x 10 s bis ungefahr 20,3 x 10 s Pa (5 bis ungefahr 20 atm) und auf einer 
Temperatur unter dem Schmelzpunkt der Pulverpartikel befindet. 

75 

4. Verfahren nach Anspruch 1 , dadurch gekennzeichnet, daB das Gas fur einen GasfluB Luft ist. 

5. Verfahren nach Anspruch 1 , dadurch gekennzeichnet, daB das Gas fur einen GasfluB Helium ist. 

20 6. Verfahren nach Anspruch 1 , dadurch gekennzeichnet, daB das Gas fur einen GasfluB eine Mischung 
aus Luft und Helium ist. 

7. Verfahren nach Anspruch 1, dadurch gekennzeichnet, daB das Gas fur einen GasfluB auf eine 
Temperatur von ungefahr 30 bis ungefahr 400 " C erwarmt wird. 

25 

8. Vorrichtung zur Ausfuhrung des Verfahrens nach Anspruch 1, umfassend einen MeBzubringer (1) mit 
einem Gehause (V), in das ein Behalter (2) fur ein Pulver eingebaut ist, wetcher mit einer Einrichtung 
zur Abmessung des Pulvers in der Form einer Trommel (9) mit Vertiefungen (10) in ihrem zylindrischen 
Umfang (9*) in Verbindung stent, und eine damit in Verbindung stehende Mischkammer (3), und eine 

30 mit der Mischkammer (3) in Verbindung stehende Duse (4) zur Beschleunigung von Pulverpartikeln, 

eine Kompressionsgasversorgung (5) und eine damit verbundene Einrichtung zur Zufiihrung von 
komprimiertem Gas an die Mischkammer (3), dadurch gekennzeichnet, daB sie umfaBt: eine Pulverpar- 
tikelflufl-Steuereinrichtung (11), die in einer beabstandeten Beziehung (12) zu dem zylindrischen 
Umfang (9') der Trommel (9) mit einem die erforderliche FluBrate des Pulvers sicherstellenden Abstand 

35 angebracht ist, und eine Zwischenduse (13), die mit der Mischkammer (3) gekoppelt und Liber ein 
EinlaBrohr (8) davon mit der Einrichtung zur Zufiihrung von komprimiertem Gas in Verbindung steht, 
wobei der MeBzubringer (1) einen Ablenker (15) aufweist, der auf dem Boden des Behalters (2) 
benachbart zu dem zylindrischen Umfang (9') der Trommel (9) angebracht ist, deren Vertiefungen (10) 
entlang einer spiralf6rmigen Linie verlaufen, wobei die Trommel (9) horizontal in solcher Weise 

40 angebracht ist, daB ein Abschnitt ihres zylindrischen Umfangs (9*) den Boden des Behalters (2) 
definiert und der andere Abschnitt davon die Wand (17) der Mischkammer (3) definiert, wobei die 
PartikelbeschleunigungsdLise (4) in der Form einer Ultraschalldiise ist und einen profilierten Kanal (18) 
aufweist. 

45 9. Vorrichtung nach Anspruch 8, dadurch gekennzeichnet, daB eine Abmessung (a) des Querschnitts des 
Kanals (18) der Duse (4) zur Beschleunigung von Partikeln groBer als die andere Abmessung (b) ist, 
wobei das Verhaltnis der kleineren Abmessung (b) des Querschnitts an der Kante (19) der Duse (4) zu 
der Lange (I) des Ultraschallabschnitts (20) des Kanals (18) im Bereich von ungefahr 0,04 bis ungefahr 
0,01 ist. 

50 

10. Vorrichtung nach Anspruch 8, dadurch gekennzeichnet, daB ein Verwirbelungselement (21) zur Verwir- 
belung des Gasflusses, welcher die Einrichtung fur eine Kompressionsgaszufuhrung verlaBt, auf der 
Innenflache der Zwischenduse (13) an dem AuslaB davon in der Mischkammer (3) vorgesehen ist. 

55 11. Vorrichtung nach Anspruch 8, dadurch gekennzeichnet, daB die Zwischenduse (13) in solcher Weise 
angebracht ist, daB ihre Langsachse (O-O) unter einem Winkel von 80 bis 85* in bezug auf die 
Normale (n-n) zur zylindrischen Oberflache (9 f ) der Trommel (9) verlauft. 
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12. Vorrichtung nach Anspruch 8, dadurch gekennzeichnet, daB die Vorrichtung eine Einrichtung zur 
Zufuhrung von komprimiertem Gas an Vertiefungen (10) in dem zylindrischen Umfang (9*) der Trommel 
(9) und an den unteren Teil (22) des Behalters (2) umfaBt, urn so den Druck in dem Behalter (2) und 
der Mischkammer (3) gleichmaBig zu verteilen. 

13 Vorrichtung nach Anspruch 12, dadurch gekennzeichnet, daB die Einrichtung fur die Gaszufiihrung in 
dem Gehause (V) des Mefizubringers (1) in der Form eines Kanals (23), der den Innenraum (24) der 
Zwischenduse (13) mit dem innenraum (22) des Behalters (2) verbindet, hergestellt ist und ferner ein 
Rohr (25) umfaBt, welches mit der Zwischenduse (13) verbunden ist und sich durch den Behalter (2) 
erstreckt, wobei der obere Teil (26) des Rohrs urn 180* gebogen ist. 

14. Vorrichtung nach Anspruch 8, dadurch gekennzeichnet, daB die Vorrichtung eine Einrichtung (27) zur 
Erwarmung von komprimiertem Gas mit einem Gastemperatur-Steuersystem zur Steuerung der Ge- 
schwindigkeit der Gas- und Pulvermischung in der Duse (4) zur Pulverpartikelbeschleunigung umfaBt. 

15. Vorrichtung nach Anspruch 14, dadurch gekennzeichnet, daB der EinlaB (33) der Einrichtung (27) zur 
Gaserwarmung uber eine pneumatische Leitung (34) mit der Mischkammer (3) des MeBzubringers (1) 
verbunden ist und der AuslaB (35) mit der Duse (4) zur Beschleunigung von Pulverpartikeln verbunden 
ist. 

16. Vorrichtung nach Anspruch 14, dadurch gekennzeichnet, daB sie eine in dem EinlaB der Duse (4) zur 
Beschleunigung von Pulverpartikeln angebrachte Vorkammer (37) umfaBt, wobei die Eingange (33, 38) 
der Einrichtung (27) zur Gaserwarmung und des EinlaBrohrs der Zwischenduse (13) des MeBzubringers 
(1) mit Hilfe von einzelnen pneumatischen Leitungen (39) mit einer Kompressionsgasversorgung (5) 
verbunden sind und ihre Ausgange (35, 40) mit der Vorkammer (37) mit Hilfe von anderen einzelnen 
pneumatischen Leitungen (41) verbunden sind. 

17. Vorrichtung nach Anspruch 14, dadurch gekennzeichnet, daB die Erwarmungseinrichtung (27) mit 
einem Heizelement (44) versehen ist, welches aus einer Widerstandslegierung hergestellt ist. 

18. Vorrichtung nach Anspruch 17, dadurch gekennzeichnet, daB das Heizelement (44) in einem Gehause 
(42) angebracht ist, welches in einem Innenraum eine Warmeisolation (43) aufweist. 

19. Vorrichtung nach Anspruch 17, dadurch gekennzeichnet, daB das Heizelement (44) in der Form einer 
Spirale eines dunnwandigen Rohrs hergestellt ist, wobei das Gas bei der Verwendung durch das Rohr 
flieBt. 

20. Vorrichtung nach Anspruch 16, dadurch gekennzeichnet, daB die Vorkammer (37) eine Blende (45), die 
in ihrem Gehause angebracht ist und Offnungen (46) zur gleichmaBigen Verteilung des Gasflusses uber 
dem Querschnitt aufweist, und ein Rohr (47), welches koaxial in der Blende zur Einfuhrung von 
Pulverpartikeln angebracht ist, aufweist, wobei die Querschnittsflache des Rohrs im wesentlichen 5 bis 
15 mal so klein wie die Querschnittsflache der pneumatischen Leitung (41) ist, die die Gaserwarmungs- 
einrichtung (27) mit der Vorkammer (37) verbindet. 

21. Vorrichtung nach Anspruch 8, dadurch gekennzeichnet, daB die Trommel (9) zur Rotation in einer Hiilse 
(48) angebracht ist, die aus einem Plastikmaterial hergestellt ist, das an dem zylindrischen Umfang (9') 
der Trommel (9) anliegt. 

22. Vorrichtung nach Anspruch 21, dadurch gekennzeichnet, daB das Plastikmaterial der Hulse (48) ein 
Fluoroplast (Teflon®) ist. 

Revendications 

1. Un proce*de* pour appliquer des revetements a la surface d'un produit realise* en un mateViau choisi 
parmi le groupe consistant en mdtaux, alliages et mateViaux isolants, comprenant les Stapes consistant 
a introduire dans un courant de gaz une poudre d'un mateViau choisi dans le groupe consistant en 
m^taux, alliages, leurs melanges mdcaniques ou des mateViaux d'isolation pour former un melange de 
gaz et de poudre qui est dirige* vers la surface d'un produit, caracteVise" en ce que la poudre utilised 
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prSsente une granulomere comprise entre 1 et 50 urn en une quantite* assurant une densite" de debit 
d'ecoulement des particules compris entre 0,05 et environ 17 g/s cm 2 recoupment de gaz etant 
propulse a une vitesse supersonique et un jet supersonique prSsentant un profil pre* determine* etant 
forme pour assurer dans te melange de gaz et de poudre une vitesse de poudre comprise entre 300 et 
5 1200 m/s. 

2. Un procede seion la revendication 1 , caracterise en ce que la formation d'un jet supersonique de profil 
predetermine* est r^alisee par detente du gaz selon une loi lineaire. 

w 3. Un procede selon la revendication 1 , caracterise en ce qu'on utilise du gaz sous une pression d'environ 
5,1 x 10 s a environ 20,3 x 10 5 Pa (de 5 a environ 20 atm.) et a une temperature infeVieure au point de 
fusion des particules de poudre. 

4. Un procede selon la revendication 1, caracteVise* en ce que le gaz pour recoupment gazeux est de 
75 I'air. 

5. Un procede selon la revendication 1, caracterise en ce que le gaz pour recoupment gazeux est de 
I'heiium. 

20 6. Un procede selon la revendication 1, caracterise en ce que le gaz pour recoupment gazeux est un 
melange d'air et d'heiium. 

7. Un procede selon la revendication 1 f caracterise en ce que le gaz pour recoupment gazeux est 
chauffe a une temperature comprise entre environ 30 et environ 400 *C. 

25 

8. Un dispositif pour mettre en oeuvre le procede de la revendication 1, comprenant un organe 
d'alimentation et de dosage (1) muni d'un boltier (V) qui comprend une tremie (2) pour une poudre et 
qui communique avec des moyens de dosage de la poudre sous la forme d'un tambour (9) muni de 
cavites (10) a sa peripherie cylindrique (9'), et une chambre de melange (3) communiquant avec le 

30 tambour, ainsi qu'une buse (4) pour accePrer les particules de poudre et communiquant avec la 
chambre de melange (3), une alimentation en gaz comprime (5) et des moyens qui sont relies a cette 
alimentation pour fournir du gaz comprime a la chambre de melange (3), caracterise en ce qu'il 
comporte un organe de controle de debit de particules de poudre (11) qui est monte a une certaine 
distance (12) de la peripherie cylindrique (9') du tambour (9), en laissant un intervalle assurant le debit 

35 d'ecoulement necessaire de la poudre, et une buse intermediate (13) coupiee a la chambre de 
melange (3) et communiquant via une tubulure d'entree (8) de I'alimentation en gaz comprime, avec les 
moyens pour fournir du gaz comprime, I'organe d'alimentation et de dosage (1) comprenant un 
deflecteur (15) monte sur le fond de la tremie (2) adjacent a la peripherie cylindrique (9') du tambour 
(9) dont les cavites (10) s'etendent le long d'une ligne heiicoTdale, le tambour (9) etant monte 

40 horizontalement de telle fagon qu'une partie de sa peripherie cylindrique (9*) definisse le fond de la 
tremie (2) et que son autre partie definisse la paroi (17) de la chambre de melange (3), la buse 
d 'acceleration de particules (4) etant realisee sous la forme d'une buse supersonique et presentant un 
passage profile (18). 

45 9. Un dispositif selon la revendication 8, caracterise en ce que le passage (18) de la buse (4) pour 
Tacceieration des particules presente en section transversale une dimension (a) superieure a I'autre 
dimension (b), le rapport de la plus petite dimension (b) de la section transversale au bord (19) de la 
buse (4), par rapport a la longueur (1) de la partie supersonique (20) du passage (18) etant comprise 
entre environ 0,04 et environ 0,01 . 

50 

10. Un dispositif selon la revendication 8, caracterise en ce qu'un organe de tourbillonnement (21) pour 
faire tourbillonner recoupment de gaz quittant les moyens d'alimentation en gaz comprime, est prevu 
sur la surface interieure de la buse intermediate (13), a sa sortie dans la chambre de melange (3). 

55 11. Un dispositif selon la revendication 8, caracterise en ce que la buse intermediate (13) est montee de 
telle fagon que son axe longitudinal (0-0) s'etende sur un angle compris entre 80 a 85" par rapport a la 
normale (n-n) a la surface cylindrique (9') du tambour (9). 
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12. Un dispositif selon la revindication 8, caracterise* en ce qu'il comporte des moyens pour fournir du gaz 
comprint aux cavils (10) de la peVipheVie cylindrique (9') du tambour (9) et a la partie sup^rieure (22) 
de la tremie (2), de fagon a egaliser la pression dans la trSmie (2) et la chambre de melange (3). 

5 13. Un dispositif selon la revendication 12, caracterise en ce que les moyens de fourniture de gaz sont 
realises dans le boltier (1 ') de I'organe d'alimentation et de dosage (1 ) sous la forme d'un passage (23) 
reliant I'espace interieur (24) de la buse intermediate (13) a I'espace interieur (22) de la trdmie (2) et 
comportent 6galement un tube (25) relie a la buse intermediate (13) et s'etendant a travers la trSmie 
(2), la partie supSrieure (26) du tube etant repliee a 180*. 

70 

14. Un dispositif selon la revendication 8, caracterise en ce qu'il comporte des moyens (27) pour chauffer 
le gaz comprint et munis d'un systeme de commande de temperature de gaz pour controler la vitesse 
du melange de gaz et de poudre dans la buse (4) pour I'acce* legation des particules de poudre. 

75 15. Un dispositif selon la revendication 14, caracterise en ce que I'entr^e (33) des moyens (27) pour le 
chauffage du gaz est relive par un circuit pneumatique (34) a la chambre de melange (3) de I'organe 
d'alimentation et de dosage (1 ) et la sortie (35) est relive a la buse (4) pour I' acceleration de particules 
de poudre. 

20 16. Un dispositif selon la revendication 14, caracterise en ce qu'il comporte une prechambre (37) montee a 
I'entree de la buse (4) pour I'acceleVation des particules de poudre, les entrees (33, 38) des moyens 
(27) pour le chauffage du gaz et de la conduite d'entr^e de la buse intermediate (13) de I'organe 
d'alimentation et de dosage (1) £tant relives, au moyen de circuits pneumatiques individuels (39) a une 
alimentation en gaz comprint (5) et leurs sorties (35, 40) etant reliees a la prechambre (37) au moyen 

25 d'autres circuits pneumatiques individuels (41). 

17. Un dispositif selon la revendication 14, caracterise en ce que les moyens de chauffage (27) sont munis 
d'un element de chauffage (44) realise en un alliage resistant. 

30 18. Un dispositif selon la revendication 17, caracterise* en ce que reiement de chauffage (44) est monte 
dans un boltier (42) muni inte>ieurement d'une isolation thermique (43). 

19. Un dispositif selon la revendication 17, caracterise en ce que reiement de chauffage (44) est realise 
sous la forme d'une spirale en un tube a paroi mince, le gaz s'ecoulant en service a travers le tube. 

35 

20. Un dispositif selon la revendication 16, caracterise en ce que la prechambre (37) comporte un 
diaphragme (45) monte dans son boltier et muni d'orifices (46) pour 6galiser recoulement de gaz sur la 
section traversale et d'un tube (47) monte coaxialement dans le diaphragme pour introduire les 
particules de poudre, la surface de section transversale du tube etant sensiblement 5 a 15 fois plus 

40 petite que la surface de section transversale du circuit pneumatique (41) reliant les moyens de 

chauffage de gaz (27) a la prechambre (37). 

21. Un dispositif selon la revendication 8, caracterise en ce que le tambour (9) est monte a rotation dans 
un manchon (48) realise en matiere plastique et qui vient en contact avec la peripherie cylindrique (9') 

45 du tambour. 

22. Un dispositif selon la revendication 21 , caracterise en ce que la matiere plastique du manchon (48) est 
une matiere fluoroplastique (Teflon®). 

50 
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Fin. 4 
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FIG. 6 
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